mi ii ii ii imm ii mi iii 

@ Publication number : 0 478 374 A2 



@ EUROPEAN PATENT APPLICATION 



<g) Application number : 91308871.2 (g) Int. CI. 5 : B23K 31/02 



(3) Date of filing : 27.09.91 



@ Priority : 28.09.90 US 590220 


(72) Inventor : Stueber, Richard J. 


8 Bruce Court 




SufFem, New York (US) 


@ Date of publication of application : 


Inventor : Miiidantri, Thomas 


01.04.92 Bulletin 92/14 


2 Larissa Court 




Monsey, New York (US) 




Inventor : Tadayon, Moshen 


@ Designated Contracting States : 


30 New Castle Drive 


AT BE CH DE DK ES FR GB GR IT U LU NL SE 


Washingtonville, New York (US) 


© Applicant : CHROMALLOY GAS TURBINE 


(74) Representative : Skone James, Robert 


CORPORATION 


Edmund et al 


Blaisdell Road 


GILL JENNINGS & EVERY 53-64 Chancery 


Orangeburg, New York (US) 


Lane 




London WC2A 1HN (GB) 



(54) Welding high-strength nickel base superalloys. 



(57) A process is provided for welding a gamma-prime precipitation-strengthened nickel base superalloy 
by heating the weld area and adjacent region to a ductile temperature, welding while maintaining the 
entire weld area and adjacent region at the ductile temperature and holding the weldment, weld area 
and adjacent region at the ductile temperature until the entire weld has solidified. The ductile 
temperature is above the aging temperature but below the incipient melting temperature of the 
superalloy. 
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The development of the gas turbine engine into the fuel-efficient, durable, high-powered propulsion engine 
as used on today's aircraft has depended to a large extent on the development of high strength nickel-based 
superalloys for the fabrication of hot-section turbine components. Such superalloys whether they be polycrys- 
talline, directionally solidified or monocrystalline exhibit creep, stress-rupture and tensile strength properties 

5 superior to those of the earlier generation of nickel-based alloys. However, these superalloys generally have 
very poor ductility, and are difficult to cast or fabricate into engine components. 

Production of turbine engine hot-section components from the new generation of superalloys is charac- 
terized by low yield and gross inefficiencies in the casting/fabrication process, thereby creating high part prices 
accompanied by routine shortages. In past years when turbine operators had been confronted with this dilemma 

10 in the operation and maintenance of their equipment, operators would be able to seek economy and parts supply 
through repair of the components. This approach was very successful until the advent of the new class of 
superalloys and their inherent high strength, low ductility properties which confounded the existing repair and 
restoration schemes. When castings or engine-run parts of these new superalloys are welded, cracks are 
induced which propagate rapidly under stress. These superalloys are principally strengthened through control- 

15 led heat treatment producing Ni 3 Al or Ni 3 Ti precipitates known as gamma-prime. The precipitation hardening 
phenomena and the associated volumetric changes that occur upon aging facilitates cracking and makes weld- 
ing of these alloys very difficult. 

Upon welding, a portion of the heat affected zone is heated into the precipitation hardening temperature 
range and undergoes a volumetric contraction resulting in residual stress in the weldment upon solidification, 

20 accompanied by a loss in ductility. Rapid heat-up and cool-down from welding temperatures produces compli- 
cated thermal expansion and contraction, leading to additional residual stress. These thermal stresses, when 
combined with previous stresses produced from the aging reaction, can result in cracking. This cracking, or 
Assuring, is often located in the heat affected zone. The heat affected zone is also subject to grain growth or 
even localized melting that makes the weld zone even more susceptible to cracking. Post weld solution anne- 

25 aling and/or aging heat treatments can further increase susceptibility to cracking. 

Although substantial progress in brazing technology has been achieved, no substitute for the weld repair 
of cracks in highly stressed structural details or sealing surfaces has been discovered. 

Briefly, this invention provides a process for crack-free welding of an article comprised of a gamma prime 
precipitation-strengthened nickel base superalloy by: heating the entire weld area and region adjacent to the 

30 weld area to a ductile temperature; then welding the entire weld area while maintaining the entire weld area 
and adjacent region at the ductile temperature; and holding the weld, the entire weld area and adjacent region 
at the ductile temperature until the weld has solidified. The ductile temperature is a temperature above the aging 
temperature and below the incipient melting temperature for said superalloy. 

Gamma prime precipitation strengthened nickel base superalloys are susceptible to strain age cracking 

35 as a result of welding. The difficulty in welding generally increases with increasing aluminum and titanium con- 
tent. This invention provides a process for welding gamma prime precipitation-strengthened superalloys which 
contain titanium and aluminum in a combined amount of at least about 5%, preferably 6-12%, and containing 
chromium in an amount up to about 20%, preferably 7-17%. These superalloys also may contain metals such 
as tungsten, molybdenum, cobalt and tantalun and may contain other elements such as carbon, boron, zir- 

40 conium and hafnium. In particular, a welding process is provided for high strength superalloys. The following 
AISI alloy designations or brand names are typical examples of the new generation of high strength precipitation 
strengthened nickel base superalloys: Mar-M247, IN100, 1N738, IN792, Mar-M200, B1 900, RENE 80, Alloy 71 3 
and their derivatives. These alloys are difficult to cast and machine, and crack readily during welding even when 
welded in the solution heat treated and over-aged condition. 

45 The following Table I identifies nominal chemistry of some of these high strength precipitation strengthened 
nickel-based superalloys and also Waspaloy, a weld filler metal. 

The high strength gamma prime precipitation-strengthened nickel base superalloys are generally described 
as those which exhibit high strength even at temperatures of 1600°F (871. 1°C) or higher. Generally, these 
superalloys will have an ultimate tensile strength of at least 125 ksi, thousand pounds per square inch (862.5 

so x 10°Pa) at 1200°F (648.9°C) and at least 100 ksi (690 x 10*Pa) at 1600°F 871. 1°C, a yield strength at 0.2% 
offset of at least 100 Ksi (690 x 1 0 6 Pa) at 1200°F (648.9°C) and at least 70 ksi (483 x 10 6 Pa) at 1 600°F (871 .1 °C) 
and at rupture strength (1000-hr) of at least 25 Ksi (172.5 x 10 e Pa) at 1600°F (871. 1°C) (see SUPERALLOYS 
II, edited by Sims et al, John Wiley & Sons, 1987, pages 581-586). 

Hot isothermal welding, utilizing an appropriate heating source such as induction, laser or resistance heat- 

55 ing, remedies the difficulties encountered welding the gamma prime precipitation-strengthened nickel base 
superalloys and produces crack-free weldments. These superalloys can be welded crack-free by heating the 
entire weld area and region adjacent to the weld into the ductile temperature range, welding while the tempera- 
ture of the entire weld area and adjacent region are maintained at the ductile temperature and holding the weld- 
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ment, entire weld area and adjacent region at the ductile temperature during the course of solidification of the 
weldment, followed by cooling, then heat treating the welded alloy. 

The ductile temperature to which the weld area of the article is heated is above the aging or precipitation 
hardening temperature, but below the incipient melting temperature of the particular superailoy article. The duc- 

5 tile temperature to which the article is heated will generally be within the temperature range of 1400°F (760°C) 
to 2000°F (1093.3°C), preferably 1700 (926.7°C) to 1800°F (982.2°C). Critical to this process is to maintain 
thermal equilibrium before, during and after the welding process, leading to less severe thermal gradients 
across the weld/adjacent base metal thus reducing residual stresses and subsequent cracking. The reduction 
of thermal gradients lessens the impact of the heat from welding on the heat affected zone, i.e. the process 

10 "relocates" the heat affected zone away from the fusion line. 

The entire weld area and region adjacent to the weld are heated, e.g. by induction heating, to the ductile 
temperature. The region adjacent to the weld area being heated is at least sufficiently large to be able to encom- 
pass the heat affected zone, preferably larger. The heat affected zone is defined as that portion of the base 
metal which has not been melted, but whose mechanical properties or microstructure have been altered by the 

15 heat of welding (see Metals Handbook Ninth Edition, Volume 6, ASM, 1983). Generally, this adjacent region 
being heated is at least 0.25 inches (0.64 cm), preferably 0.5 to 1 inch (1 .27 to 2.54 cm) from the weld. 

In a preferred embodiment, the weld area and adjacent region is allowed to reach thermal equilibrium by 
holding at the prescribed ductile temperature for 3-5 minutes. The uniform preheat minimizes the formation of 
localized thermal stress gradients that can result from application of the focused heat from a welding torch, 

20 plasma needle-arc gun or laser. Application of the welding heat melts both the filler metal and adjacent base 
material, while the heat affected zone of the weldment is already above the aging temperature prior to welding 
as a result of the induction preheat. Since the entire weld area and adjacent region is preheated above the 
precipitation hardening temperature, this results in a uniform thermal distribution that precludes the contraction 
and resultant residual stresses that are normally focused at the weaker heat affected zone. The entire weld 

25 area and adjacent region undergoes thermal contraction as a result of the aging reaction with the residual stres- 
ses that result from this reaction being distributed over a much larger area, not only concentrated in the spot 
being welded. 

As the weld heat is moved away from the weld, or along the weld joint the solidified weld metal cools only 
to the ductile temperature of the entire weld area created by the induction heating. This means that the weld 
30 metal and surrounding base metal cools slowly, and reaches thermal equilibrium with the remainder of its sur- 
roundings. Thus, the weld reaches thermal equilibrium with the heated adjacent base material with a minimum 
of thermal stress build up. Upon completion of the weld, the joint and surrounding base material is allowed to 
reach equilibrium again by holding at the ductile temperature until the weld solidifies, generally at least 30 sec- 
onds and preferably 1-10 minutes after the weld is completed. The induction coil is then turned off and the entire 
35 weldment, which is now solidified, is cooled from the same temperature, allowing an even dissipation of other- 
wise damaging thermal stresses. To minimize thermal stress the cool down rate is preferably no greater than 
40°F (22.2°C)/minute. After the welded article is cooled it then is heat treated according to procedures pres- 
cribed for the particular superailoy. 

The weld filler metal can be any suitable metal, preferably a gamma-prime precipitation hardenable nickel 
40 base alloy (e.g. Waspaloy), or even an alloy fabricated from the same high strength superailoy as that of the 
article being welded to produce crack-free weldments when welded by this process. 

By using this process crack-free weldments are produced in the poiycrystaliine, direction ally solidified and 
monocrystalline forms of these alloys. Uniquely, this process promotes the development of a directionally sol- 
idified weld microstructure in at least a portion (e.g. at least 25%) of the weld when the substrate alloy is direc- 
45 tionally solidified which provides for a further strengthening of the weld at high temperature. 

This process is suited to welding components of gas turbin engines which utilize the high strength superal- 
loys, particularly turbine vanes, turbine blades and turbine rotors. 

In the examples heat input to weld the articles for this process were supplied by induction heating with either 
manual or computer control of the required power setting. Induction electrodes were fabricated to conform inti- 
50 mately to the contou of the article being welded. All welding operations were performed either manually or by 
automated TIG (tungsten inert gas) welding in a purged and argon back filled enclosure. Optical pyrometers 
were used to measure and record sample and weldment temperatures during the process. 

Example I 

55 

A one ounce (28.35 gram) sample of the superailoy Mar-M247, directionally solidified, was welded suc- 
cessfully at 1750°F (954.4°C) with the temperatures as shown in Figure 1. The power input to the induction 
heater was reduced during welding to maintain the temperature of 1750°F (954 .4°C). 
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The welded alloy was found to be crack-free. 
Example II 

5 Tips were hot welded onto directionaliy solidified Mar-M247 turbine blades in an effort to restore original 

equipment manufacturer (OEM) dimensions after machining. 

The blades were stripped of a nickel aluminide coating and the blade tips were ground prior to welding. 
The stripped ground blades were subjected to a 2230°F/2 (1221.1°C/2) hours solution heat treatment to make 
them less susceptible to cracking during welding. The blades were preheated to 1750°F (954 .4°C), heating the 

10 entire weld area and a region at least 0.5 inches (1.27 cm) from the weld, then one set of blades were welded 
with Mar-M247 weld wire and another set of bladed were welded with Waspaloy weld wire being deposited on 
the ground tip to build up material to be machined while maintaining the entire weld area and adjacent region 
at 1750°F (954.4°C) until 3 to 5 minutes after welding was completed. After the welding, the blade tips were 
cooled (at approximately 40°F/minute (22.2°C/minute)) and then ground and electro-discharge machined 

15 (EDM) to OEM dimensions. The blades were then subjected to a nickel aluminide pack coating process and 
an aging heat treatment (1600°F/20 (871.1°C/20) hours when Mar-M247 wire was used and 1600°F/20 
(871.1°C/20) hours followed by 1400°F/16 (648.9°C/16) hours when Waspaloy wire was wed). Various sections 
of the blades were etched and inspected at 100x and 500x magnification and found to be free of any weld 
defects (i.e. cracks, cold shuts, porosity, lack of fusion, etc.). Figure 2 shows a photomicrograph at 1 0Ox mag- 

20 nification of the weldment using Mar-M247 weld wire (weld on top) and Figure 3 shows a photomicrograph at 
100x magnification using Waspaloy weld wire (weld on top). Each of the microstructures shown in these photo- 
micrographs shows a directionaliy solidified weld microstruture. 
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Claims 

5 1. A process for welding an article comprised of a gamma-prime precipitation-strengthened nickel base 
superalloy containing titanium and aluminum in a combined amount of at least about 5% and chromium 
in an amount up to about 20% comprising heating the entire weld area and region adjacent to the weld of 
the article to a ductile temperature which is above the aging temperature and below the incipient melting 
temperature for the superalloy; welding the entire weld area while maintaining the entire weld area and 

w adjacent region at the ductile temperature; holding the weldment, the entire weld area and adjacent region 

at the ductile temperature until the weld has solidified; and cooling the welded article. 

2. A process according to claim 1 , wherein the ductile temperature is within the range of from 1400° (760°C) 
to2000°F(1093.3°C). 

15 

3. A process according to claim 1 or claim 2, wherein the nickel base superalloy additionally contains metals 
selected from the group consisting of tungsten, molybdenum, cobalt and tantalum; wherein the nickel base 
superalloy has an ultimate tensile strength of at least 125 ksi (862 x WPa) at 1200°F (648.9°C) and at 
least 100 ksi (690 x 10 6 Pa) at 1600°F (871. 1°C), a yield strength at 0.2% offset, of at least 100 ksi (690 

20 x 1 0*Pa) at 1200°F (648.9°C) and at least 70 ksi (483 x 1 0 6 Pa) at 1 600°F (871 . 1 °C) and a rupture strength 

(1000-hr) of at least 25 ksi (172 x 10*Pa) at 1600°F (871. 1°C); and wherein the article is a component of 
a gas turbine engine. 

4. A process according to any of claims 1 to 3, wherein the component is a turbine blade, turbine vane or 
25 turbine rotor; and wherein the ductile temperature is from 1700°F (926.7°C) to 1800°F (982.2°C). 

5. A process according to any preceding claim, wherein the weld area is held at the ductile temperature range 
for at least 30 seconds after the weld is completed. 

30 6. A process according to any preceding claim, wherein the adjacent region of the weld area extends at least 
0.25 inches (0.64 cm) from the weld. 

7. A process according to any preceding claim, wherein the nickel base superalloy additionally contains met- 
als selected from the group consisting of tungsten, molybdenum, cobalt and tantalum; and wherein the 

35 article comprises a superalloy containing 6 to 12% of titanium and aluminum and 7 to 17% chromium. 

8. A process according to claim 1 , wherein the article comprises a superalloy with a microstructure selected 
from the group consisting of polycrystalline, directional I y solidified and monocrystalline; wherein the 
superalloy has a direction ally solidified microstructure and at least a portion of the weld of the welded article 

40 has a directional ly solidified microstructure. 

9. A welded gamma-prime precipitation-strengthened nickel base superalloy wherein the superalloy and at 
least a portion of the weldment have a directionally solidified microstructure; wherein the superalloy com- 
prises titanium and aluminum in a combined amount of at least about 5% and chromium in an amount up 

45 to about 20%. 

10. A welded gamma-prime precipitation-strengthened nickel base superalloy wherein the superalloy and at 
least a portion of the weldment have a directionally solidified microstructure; wherein the superalloy is a 
component of a gas turbine engine. 
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FIG. 3 
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